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1
METHOD OF APPLYING BULK GLUE FOR
NURSING PAD BASE FILM TO FOUR
CORNERS OF SANITARY PRODUCT
NURSING PAD BASE FILM AND DEVICE
THEREFOR

CROSS-REFERENCE TO RELATED
APPLICATIONS

This disclosure claims the benefit of priority to PCT/
CN2012/080209 filed on Aug. 16, 2012, the disclosure of
which is incorporated herein.

TECHNICAL FIELD OF THE INVENTION

The current invention relates to the technical field of a
health care article of a bedding absorbent pad and, specifi-
cally, a method for applying large areas of glue used for a
bottom film of a absorbent pad at the four corners of the
bottom film of the absorbent pad of the health care article, and
a device improved to realize the method.

TECHNICAL BACKGROUND OF THE
INVENTION

When a consumer uses a bedding absorbent pad, as he turns
over, stands up, lies and kicks, the absorbent pad will be
moved, draped and folded, thus causing the bedding articles
to be dirty. As to the traditional process, there is a method for
applying glue at the four corners of a bottom film of the
absorbent pad. This method may prevent a small size absor-
bent pad from being moved, draped and folded. As the glue
piece applied at the four corners of the bottom film of the
absorbent pad in the prior art has smaller size, the peeling
force of the absorbent pad is smaller too. For example, a 50
mmx120 mm area of glue only has the peeling force of
1.0-1.5N. The bedding absorbent pad, under such a small
peeling force, may not be firmly adhered to the bedding
articles. Eventually, when the consumer turns over, stands up,
lies and kicks, the absorbent pad will be moved, draped and
folded, thus causing the bedding articles to be dirty.

In order to resolve the above mentioned issues, a feasible
method is to increase the area of the glue at the four corners of
the bottom film of the absorbent pad to improve the peeling
force, which is a feasible method.

SUMMARY OF THE INVENTION

The technical issues that the current invention resolved is to
provide a method for applying large areas of glue used for a
bottom film of an absorbent pad at the four corners of the
bottom film of the absorbent pad of a health care article, and
a device improved to realize the method, preventing the inci-
dent that absorbent pad may be moved, draped and folded
when in use while increasing the peeling force of a glue lump.

The invention adopts the following technical proposals to
resolve the technical issues:

A method for applying a glue used for a bottom film of an
absorbent pad at the four corners of the bottom film of the
absorbent pad of a health care article comprises the following
processes and steps:

(a) gluing and conveying a release paper: a pair of rubber
rollers pull a release paper roll and synchronize the conveying
speed of the release paper and the speed of a machine manu-
facturing the absorbent pad; the release paper roll is installed
with an independent unwinding motor and controlled by a
PLC and an inverter, so that the release paper roll may auto-
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2

matically decoil with the production speed of a machine, thus
ensuring the release paper not to be pulled and fractured by
the rubber roller; the release paper is intermittently glued by
an automatically controlling glue gun during the transport
process; the glue used for the bottom film of the absorbent pad
is ahot melt glue, with a higher use temperature between 160°
C.-180° C.; the glued release paper is conveyed to the next
process by an adsorption conveying flat belt; the surface of the
adsorption conveying flat belt has a long vent hole; a ring-
shaped perforated flat belt is responsible for conveying the
glued release paper and is externally connected with a nega-
tive pressure air pump, thus ensuring the glued release paper
to be firmly absorbed on the surface of the belt and that the
glued release paper, before being cut by a release paper knife,
would not draped and deformed because of being heated;
meanwhile, in order that the peeling force of a glue area used
for the bottom film of the absorbent pad is ensured, the open-
ing time of a hot melt glue shall be shortened as much as
possible; compared with the narrower and shorter absorption
conveying belt in the traditional process, under the premise
that the opening time of the hot melt glue is ensured, the
current absorption conveying belt is lengthened and widened,
thus increasing the peeling force of the glue area used for the
bottom film of the absorbent pad while ensuring the release
paper not to be draped and deformed;

(b) cutting the release paper: a knife chisel and a knife
roller are rotated to cut the glued release paper and the knife
chisel conveys the cut release paper; the knife chisel is made
of'a high hardness material with a smooth surface, is matched
with the knife roller and cuts the glued release paper; in order
that the release paper knife does not cut the knife chisel at the
same position each time and that the use time of the cutter is
extended, the diameter of the knife chisel is longer that of the
knife roller; suction holes are uniformly arranged on the
surface of the knife chisel; an externally connected negative
pressure air pump ensures the cut glued release paper to be
transported on the surface of the knife chisel; a release paper
knife is fixed on the knife roller of the release paper by a knife
holder; the angle of the release paper knife is adjusted through
the change ofthe angle of the knife holder of the release paper,
thus solving the problem that the release paper knife cannot
effectively cut the glued release paper; the release paper knife
on the knife roller of the release paper is a straight knife as
well as clamped and fixed by a pair of knife holders with 1° of
angle; the knife holder comprises an upper knife holder
(5.2.1) and a lower knife holder (5.2.2); and the reason for
selecting an angled knife is to better cut the release paper
under the conditions that a machine rotates in a high speed;
and

(c) transferring the glue used for the bottom film of the
absorbent pad: the glue used for the bottom film of the cut
absorbent pad, under the pressure of a compressing roller, is
transferred to the bottom film of the absorbent pad; the com-
pressing roller is preloaded with a force by a spring to some
extent, is mounted on the surface of the absorbent pad, acts
together with the knife chisel of the release paper and com-
pletes the adhesion between the glued release paper and the
absorbent pad; and in order to obtain a better adhesion effect,
the compressing roller is a rubber roller.

A device for achieving the method for applying large areas
of glue used for the bottom film of the absorbent pad at the
four corners of the bottom film of the absorbent pad of the
health care article comprises:

a pair of rubber rollers used for pulling the release paper
roll and synchronizing the conveying speed of the release
paper and the speed of the machine manufacturing the absor-
bent pad;
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an automatically unwinding motor used for independently
unwinding the release paper roll, controlled by the PL.C and
the inverter, facilitating the release paper roll to automatically
decoil with the production speed of the machine, and thus
ensuring the release paper not to be pulled and fractured by
the rubber roller;

an automatically controlling glue gun for intermittently
gluing the release paper during the transport process;

an adsorption conveying flat belt used for conveying the
glued release paper to the next process, wherein its surface
has a long vent hole and it is externally connected with a
negative pressure air pump;

aknife chisel and a knife roller used for rotating and cutting
the glued release paper, wherein the knife chisel has a smooth
surface and is made of high hardness material, is matched
with the knife roller to cut the glued release paper; the knife
roller has a smooth surface and is made of a stainless material;
in order that the release paper knife does not cut the knife
chisel at the same position each time, the use time of the
release paper knife is extended, and the release paper is
ensured to be cut, the diameter of the knife chisel is longer that
of'the knife roller; suction holes are uniformly arranged on the
surface of the knife chisel, wherein the knife chisel is exter-
nally connected to a negative pressure air pump that ensures
the cut glued release paper to be transported on the suction
surface of the knife chisel; the novel process has encountered
the following critical problem during real performance: as the
width of the glued release paper is increased, the release paper
is not easy to be cut by the release paper knife; however, using
angled release paper knife may solve the problem; the release
paper knife is fixed on the knife roller of the release paper by
a knife holder; the angle of the release paper knife is adjusted
through the change of the angle of the knife holder, thus
completely solving the problem that the release paper knife
may not effectively cut the glued release paper; the release
paper knife on the knife roller of the release paper is a straight
knife as well as clamped and fixed by a pair of knife holders
with 1° of angle; the knife holder comprises an upper knife
holder and a lower knife holder; and the reason for selecting
an angled knife holder is to better cut the release paper under
the conditions that the machine rotates in a high speed; and

a compressing roller disposed on the knife chisel, wherein
the glued release paper, under the combined action of the
pressure of the knife chisel and the compressing roller, is
transferred to the bottom film of the absorbent pad; the com-
pressing roller is preloaded with a force by a spring and
mounted on the surface of the knife chisel; the absorbent pad
passes through the gap between the compressing roller and
the knife chisel; when the glued release paper is rotated with
the knife chisel and contacts the bottom film of the absorbent
pad, the glue surface, which is not glued and under the action
of preloaded force, is firmly adhered to the bottom film of the
absorbent pad and completes the adhesion between the glued
release paper and the bottom film of the absorbent pad; and
the compressing roller is a silicone roller.

The current invention has the following positive effects:
large areas of glue may be applied on the bottom film of the
absorbent pad, thus ensuring the absorbent pad not to be
moved, draped and folded when in use and increasing the
peeling force of the glue area used for the bottom film of the
absorbent pad. During actual production, taking the 160
mm*160 mm area glue as an example, the peeling force of the
glue area may reach 20N or more than 20N; the width of the
area glue applied on the bottom film of the absorbent pad may
reach 60 mm-450 mm; the length of the area glue may reach
120 mm-1000 mm; the normal production speed of the
machine of making the absorbent pad which the four corners
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are adhered with large areas of glue may reach 120-180
m/minute, resolving the issue that the absorbent pad would be
moved, draped and folded when in use and meeting the mar-
ket’s requirements for industrialized production of the absor-
bent pad with large areas of glue. When the absorbent pad
having large areas of glue is in use, it will not be moved,
draped or folded when the consumer turns over, stands up, lies
or kicks, thus preventing the bedding articles from getting

dirty.
BRIEF DESCRIPTION OF THE FIGURES

FIG. 1 is a brief structural diagram of the invention;

FIG. 2 is a structural diagram of a suction conveying flat
belt of the invention;

FIG. 3 is a diagram of a release paper knife clamped at a
knife roller by an upper knife holder and a lower knife holder;

FIG. 4 is a lateral view corresponding to FIG. 3; and

FIG. 5 is a top view corresponding to FIG. 3.

EMBODIMENTS OF THE INVENTION

A method for applying large areas of glue used for abottom
film of an absorbent pad at the four corners of the bottom film
of the absorbent pad of a health care article comprising the
following processes and steps:

(a) gluing and conveying a release paper: a pair of rubber
rollers 2.1, 2.2 pull a release paper roll 1 and synchronize the
conveying speed of the release paper 100 and the speed of a
machine manufacturing the absorbent pad 200; the release
paper roll is mounted with an independent unwinding motor
and controlled by a PLC and an inverter, so that the release
paper roll may automatically decoil with the production
speed ofthe machine, thus ensuring the release paper notto be
pulled and fractured by the rubber roller; the release paper is
intermittently glued by an automatically controlling glue gun
3 during the transport process; the glue used for the bottom
film of the absorbent pad is a hot melt glue, with a higher use
temperature between 160° C.-180° C.; the glued release paper
is then conveyed to the next process by an adsorption convey-
ing flat belt; the surface of the adsorption conveying flat belt
has a long vent hole; and a ring-shaped perforated flat belt is
responsible for conveying the glued release paper and is
externally connected with a negative pressure air pump;

(b) cutting the release paper: a knife chisel 5.1 and a knife
roller 5.2 are rotated to cut the glued release paper and convey
the cut glued release paper; the knife chisel 5.1 has a smooth
surface and is made of a high hardness material, and it is
matched with the knife roller 5.2 to cut the glued release
paper; in order that a release paper knife does not cut the knife
chisel at the same position each time, and that the use time of
the knife is extended, the diameter of the knife chisel is longer
that of the knife roller; suction holes are uniformly arranged
on the surface of the knife chisel, wherein it is externally
connected to a negative pressure air pump that ensures the cut
glued release paper to be transported on the surface of the
knife chisel; the release paper knife is fixed on the knife roller
of'the release paper by a knife holder; the angle of the release
paper knife is adjusted through the change of the angle of the
knife holder; the release paper knife on the knife roller 5.2 of
the release paper is a straight knife as well as clamped and
fixed by a pair of knife holders with 1° of angle; the knife
holder comprises an upper knife holder 5.2.1 and a lower
knife holder 5.2.2; and

(c) transferring glue piece used for the bottom film of the
absorbent pad: the cut adhesive glue piece of the release
paper, under the pressure of a compressing roller 6, is trans-
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ferred to the bottom film of the absorbent pad; the compress-
ing roller 6 is firstly preloaded with force by a spring to some
extent and is mounted on the surface of the knife chisel; the
absorbent pad passes through the gap between the compress-
ing roller and the knife chisel; when the glued release paper is
rotated with the knife chisel and contacts the bottom film of
the absorbent pad, the glue surface, which is not glued and
under the action of the preloaded force, is firmly adhered on
the bottom film of the absorbent pad and completes the adhe-
sion between the glued release paper and the bottom film of
the absorbent pad; and in order to have a better adhesion
effect, the compressing roller is a silicone roller.

A device for achieving the method for applying large areas
of glue used for the bottom film of the absorbent pad at the
four corners of the bottom film of the absorbent pad of the
health care article comprises:

a pair of rubber rollers 2.1, 2.2 used for pulling a release
paper roll 1 and synchronizing the conveying speed of the
release paper 100 and the speed of a machine manufacturing
the absorbent pad 200;

an automatically unwinding motor used for independently
unwinding the release paper roll, controlled by the PL.C and
the inverter, facilitating the release paper roll to automatically
decoil with the production speed of the machine, and thus
ensuring the release paper not to be pulled and fractured by
the rubber roller;

an automatically controlling glue gun 3 for intermittently
gluing the release paper during the transport process;

an adsorption conveying flat belt 4 used for conveying the
glued release paper to the next process, having a long vent
hole on its surface and being externally connected with the
negative pressure air pump;

aknife chisel 5.1 and a knife roller 5.2 used for rotating and
cutting the glued release paper; wherein the knife chisel 5.1
has a smooth surface and is made of a high hardness material,
wherein it is matched with the knife roller 5.2 to cut the glued
release paper; the diameter of the knife chisel is longer than
that of the knife roller; suction holes are uniformly arranged
on the surface of the knife chisel; and it is externally con-
nected to a negative pressure air pump that ensures the cut
glued release paper to be transported on the suction surface of
the knife chisel; The release paper knife 5.2.3 is fixed on the
knife chisel 5.2 through the upper knife holder 5.2.1 and the
lower knife holder 5.2.2; the angle of the release paper knife
is adjusted through the change of the angle of the knife holder
of'the release paper; the release paper knife on the knife roller
5.2 of the release paper is a straight knife as well as clamped
and fixed by a pair of the knife holders with 1° of angle; the
knife holder comprises a upper knife holder 5.2.1 and a lower
knife holder 5.2.2; and

a compressing roller 6 disposed on the knife chisel 5.1,
wherein the glue used for the bottom film of the absorbent
pad, under the pressure of the compressing roller 6, is trans-
ferred to the bottom film of the absorbent pad; the compress-
ing roller 6 is preloaded with force by a spring and mounted
on the surface of the knife chisel; the absorbent pad passes
through the gap between the compressing roller and the knife
chisel; when the glued release paper is rotated with the knife
chisel and contacts the bottom film of the absorbent pad, the
glue surface, which is not glued and under the action of the
preloaded force, is firmly adhered to the bottom film of the
absorbent pad and completes the adhesion between the glued
release paper and the bottom film of the absorbent pad; and
the compressing roller is a silicone roller.

The invention is not limited to the above embodiments.
Other products may be obtained by anyone under the teaching
of'the current invention. Regardless of any change in its forms
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and structures, the technical proposals, being the same with or
similar to the invention, all are within the protection scope of
the current invention.

The invention claimed is:

1. A method for applying large areas of glue to four corners
of'a bottom film of an absorbent pad of a health care article,
the method comprising:

(a) gluing and conveying a release paper:

providing a pair of rubber rollers which pull a release
paper from a release paper roll, synchronizing a con-
veying speed of the release paper and a speed of a
machine manufacturing the absorbent pad; wherein
the conveying speed of the release paper and the speed
of the manufacturing machine are synchronized with
an independent release paper unwinding motor con-
trolled by a programmable logic controller (PLC) and
an inverter;

providing intermittent glue to the release paper by an
automatically controlling glue gun; wherein the glue
is a hot melt glue with a higher use temperature
between 160° C.-180° C.; and then

conveying the glued release paper by a conveying flat
belt; wherein a surface of the conveying flat belt has a
plurality of vent holes, and wherein the conveying flat
belt is connected with a negative pressure air pump;

(b) cutting the glued release paper:

conveying the glued release paper to a knife chisel and a
knife roller which are rotated and cut the glued release
paper; wherein the knife chisel has a smooth surface
which includes a high hardness material, wherein a
diameter of the knife chisel is greater than that of the
knife roller; wherein the knife chisel includes suction
holes uniformly arranged on the surface, and wherein
the suction holes are connected to a negative pressure
air pump; the knife roller includes a release paper
knife fixed thereon by a knife holder; an angle of the
release paper knife is adjusted through the change of
an angle of the knife holder; wherein the release paper
knife is a straight knife and fixed between an upper
knife holder and a lower knife holder with 1° of angle
along the length of the knife holder; and

(c) transferring the intermittent glue on the release paper:

contacting the intermittent glue carried on the release
paper and the bottom film of the absorbent pad; com-
pressing the glue between the release paper and the
bottom film with a compressing roller which is pre-
loaded by a spring; wherein the absorbent pad passes
through a gap between the compressing roller and the
knife chisel; thereby firmly adhering the glue to the
bottom film of the absorbent pad and completing the
adhesion of the glued release paper and the bottom
film of the absorbent pad; wherein the compressing
roller is a silicone roller.

2. A device for applying large areas of glue to four corners
of'a bottom film of an absorbent pad, the device comprising:

apair of rubber rollers positioned to and adapted for pulling

a release paper from a release paper roll and synchro-

nizing a conveying speed of the release paper and a

speed of a machine manufacturing an absorbent pad;

an automatically unwinding motor controlled by a pro-
grammable logic controller (PLC) and the inverter,
which facilitates the release paper roll to automatically
uncoil with the production speed of the machine, and
thus ensuring the release paper not to be pulled and
fractured by the rubber roller;

an automatically controlling glue gun for intermittently

gluing the release paper during a transport process;
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a conveying flat belt positioned between the pair of rubber
rollers and a knife chisel and a knife roller, used for
conveying the glued release paper to the next process,
and having a plurality of vent holes on its surface;

a negative pressure air pump connected to the conveying 5
flat belt;

aknife chisel and a knife roller used for rotating and cutting
the glued release paper;

wherein the knife chisel includes a smooth surface com-
prised of a high hardness material; 10

wherein a diameter of the knife chisel is greater than that of
the knife roller; wherein the knife chisel further includes
suction holes uniformly arranged on the surface and
connected to a negative pressure air pump; wherein the
knife roller includes a release paper knife is fixed on the 15
knife roller by a knife holder; wherein an angle of the
release paper knife can be changed by changing an angle
of the knife holder; wherein the release paper knife is a
straight knife and clamped and fixed by an upper knife
holder and a lower knife holder with 1° of angle along 20
the length of the knife holder; and

a compressing roller disposed on the knife chisel adapted
to provide pressure to transfer the glue to the bottom film
of the absorbent pad; wherein the compressing roller is
preloaded with force by a spring and wherein the com- 25
pressing roller is mounted on the surface of the knife
chisel; and wherein the compressing roller is a silicone
roller.



